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1 
This invention- rïateS  t : Peés: for lroduc- 
ing consolidated en& rh. inshlïofi on hi*gh 
voltage cofis. 
In building hïgh vSltage coiïs fo' electrical 
machines, particuiary fo use abovë i,000 volts, 
i has been discoverêd / hat usual]Y failures, if 
tliey occur, are localied t- the eïd iurns and 
prticilrly in the p0ion Of tlié ends turns 
neaest th:e slog' !sortions of the cofls. The 
faiïures occurlng a tlie eiid tùrns are occasioïïed I0 
by the ge0metry 0f thé  end turns. The complex 
curves presentin hë erd turns  prevent, adequate 
consoldkti0n' Of he institution, and thereby voids 
and nonuniform insùlafion are preSent. This 
gives rie t0 coronm Whën th:c5fls-are  applied 
t0 the magneiC coreS, the end turns: are 
subjected t0 mechafiiCal sreses; such' that the 
insulatldn is stressed o tle greatesi  extent at 
the portiois, of le ed tuhs nearest lie stator 
slot. Separgtion  of tape' has been noted in fhis 20 
portion o he: end turns in many cases after the 
elecrical- appratu  las 0Perated: fr  several 
years. Fùrthermore, i is necésSary that there 
be a suflïcient clearance between Succegsive end 
turns in the electrical apparatus, otherwise corona 25 
may occur due to the differenCe inpotential, par- 
ticularly between phase Cofls. 
By contrast fo the end turn insulation short- 
comings, the slot portions of the coils are usually 
sized and shaped in h0 preçes so that these pot- 3o 
tions of the coil will fit properly into the slots oï 
stators or the like. Thispressing operation can 
be readily and conveniently carried out on the 
slot portions because slot portions are relatively 
straight and of simple geometry. A few types 
of such slot presses can hàndle a great variety of 
coils. The pressing opeat'ion  compacts ttiein- 
sulation af the slot portion so that if is relatively 
void-free and therefore Corona is minimized 
therein. The slpt port0ns are supported by the 40 
iron, and therefore the mechanical stress on  the 
insulation is-much less than that on the end 
turn portions outside of thesl0t areas. 
No commercially usble:proCess is aVàilable for 
consolidating end turn ihsUlatiòn tosizè and to 45 
rentier if voici free: Seeidies or pressesfer con- 
solidating end turnswotild be expensive because 
oï the complex geometçy of the end turng due 
fo the multitudeof shaps oï end turns. Alsthe 
end turns are not unifom, eVen in simflar coils 50 
and much hand labor Would be required to force 
he coils into the presses, The  ost of such dies 
and the manual handiing reqùiredwouldbe pro- 
hibitive. 
The  obëct:of'the rësënt: Invëhtlon is to pro- 55 

2 
vïdë fo cor/soliffatig the efld turns O high volt- 
aire coils t0 provide SubStantill voidzfee 
sulktion;, fhereby improving thb electriCl and 
mëchahicAl poPeties 0f the entïre cofl. 
A futher 0bje6t 0 he invention is  provide 
 p5cess fo rëadil nd. c0hVenïêAtl" Consolf- 
dih' he ehd n « insula$ioh of d hïgh vol$uge 
dOïL 
A sll fùrthr ob]ct- of thë invention is to 
Poçïdë elast0mêrib strip members ènabling he 
convenient and ready coolidation of the: end 
tun iuùlati0n o  high vblggecoil. 
fi6her 0bjc of the inêisn  is t0 poie 
a-high V01.tagë cofl ih Which alI f the inSuli0n 
coholidkted  infio substaniàlly vi=frèe strùb- 
ré charàtêizeff by predeterminèd shape and 
Sizë: 
Other oSjs of the venion wilL in part, be 
obiou and  fll, ifl part,. àppear hèreinaftèr. 
For a- beter drstandih  of thé fiaturë an 
oS]èt'sof: thb ifiènti0fi,-rëfëendê should ê had 
5 thë fbllwng dëtailed dsipt'ion and dra- 
ing i Widh: 
Fiçè" 1 is a ffagnta;y vièw iff eletion, 
patly r0[ë; 
Fg. 2 is a cross section through a coil;: 
Fig 3 ig. a: crbs sèdtion- th0ugh a  modifica- 
tlbfi;, 
 4 is:aplan vië0f a.srip; 
Fi: 5 is  anend viéw of tSë strip of Fig. 4; 
ig 6 is à plg vië Of a mdifiëd f5r-of 
FIni 7 ig 'a:plafl: ie 0f  sgill " fUi»thèi.modifia- 
ti0:of à:stip. 
!fl a0dance With this : ifiVëhtion, 
uincert elastomiC molding:stripS hàs" bèn 
di6Vë: whCe  cil: efid-:n of almosg- any 
shpë ad: sie mà bë Cofisotidated. rapidly 
effëdtl#ëlF: rega:dlesf the varitlong no;mally 
occurring- f#òm: cofi to cOil Consoldated end 
turn- ifisulation prOduced:  the process has 
P6ven tO be. oustàAdïng in  eiêctrial tesM. 
E:efe2ring to  g. 1 of the  duWing, there 
illustïated the practice of the process as apPlèd 
to  a cóii I fi consistin of- relgtïvely straight slot 
pOios- 12: and an end turn dmpi'ïsing ï a fist 
bëd I ; a D-shaped  lobpl : gfi a second" bend 
I] , T! e insfl]tiën  àOled to' thë cofl 
nàrïly compriëS:a: combinàti6fi 0f shèet or tape 
wçappin nd a plgtC bindP and imprègnent. 
Thëpls[ic bindP and impregnant may be c0m- 
p0sed  of:  single  materïl or  plurality of dif- 
fëret substfices. Thus, for exemple the 
pl ifisU]t0n mayCompriea rapin of0ne 
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ous binder for the mica flakes, and after the mica 
tape has been wrapped on the coil, the entire 
coil is impregnated with a resinous varnish which 
is ordinarily different from the mica binder, but 
may be the same. Thus, in some cases the mica 
tape may carry an asphalt binder, and the entire 
coil may be impregnated with asphalt after being 
wrapped with the mica tape. Again the coil 
insulation may comprise layers of mica tape over- 
laid with an exterior wrapping of cotton tape, 
glass fiber tape or asbestos tape. In some cases, 
varnished cambric may be used for such over- 
wrapping. A coil may consist of one or more 
separate conductors. If the coil consists of a 
plurality of conductors or strands, there may be 
individual turn or strand insulation applied fo 
each conductor or strand before itis made lnto 
a coil. The turn insulation may comprise a coat- 
ing of enamel, a layer of mica tape, a layer of 
glass flbers treated with enamel, or an asbestos 
tape wrapping or combinations thereof. In some 
cases the insulation on each turn is treated with 
a separate impregnation or clip of resin. No 
marrer how formed and assembled, the insulation 
! comprises a sheet wrapping, and a plastic 
binder and impregnant. No matter how tightly 
wrapped the sheet wrapping exhibits air pockets, 
voids and the like. Furthermore, the insulation 
is relatively uncompacted and loose so that the 
coil is not very strong mechanically or is weak 
electrically. 
In order fo consolidate the coil and its applied 
insulation into an integral compact unit possess- 
ing suiïicient mechanical strength and good elec- 
trical properties along with a suitable size and 
shape for best use in electrical apparatus, the 
slot portions [2 of the coil are placed within a 
suitable press or mold. As illustrated in the 
drawing, such mold may comprise pairs of I¢lat 
bars 2{}, ordinarily but hot necessarily of steel or 
other metal, with screw clamp means 22 for coin- 
pressing the insulation on each side of the slot 
portion. In other cases, the slot portions [2 may 
be placed in a suitable hydraulic or mechanical 
press capable of compressing all of the sides of 
the coil. 
The bends [4 and [8 of the end turn portions 
of the coil have disposed at the sides thereof 
strips -4 and 26 of an elastomer. The strlps of 
the elastomer, as shown in section in Fig. 2 of the 
drawing, are as wide as the fiat sides of the end 
tutu]s. The strips also are rounded. The strips 
of elastomer are applied so as fo butt against the 
bars 20 as an extension of the consolidated insu- 
lation in the slot portions. The end turns and 
the applied strips 24 and 26 are then tightly 
wrapped by a suitable fllamentary compressing 
wrapping 28, such, for example, as a cotton tape, 
rubber tape, cord, steel wire, or other material. 
In applying the compressing wrapping 28, suffi- 
cient tension should be applied fo compress the 
elastomeric strips so as to maintain a consider- 
able pressure on the sides of the end turn por- 
tions. 
As shown in Fig. 2 of the drawing, a plurality 
oï clips 56 of bronze, steel or other flexible mate- 
rial may be applied to the strips 24 and 26 fo 
ïetain them in place during the wrapping opera- 
tion. As the wrapping progresses, the clips 50 
are removed. The elastomeric strips can be 
easily bent to fit the fiat sides of the end turns 
irrespective of their geometry and irregularities. 
As shown in Fig. 2 of the drawing, the end 
turn [4 consists of a plurality of assembled con- 
ductors 40 insulated wlth turn insulation 42 and 
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a wrapping of ground insulation 44 comprising 
sheet wrapping and a plastic binder, applied to 
the entire assembly. The coil presents a rela- 
tively narrow top and bottom 46, and relatively 
5 fiat sides 41}, much wider than the top so that 
the coil is a relatively thin cofl. The compressing 
wrapping 28 compresses the elastomeric strips 
24 and 6 so as to compact and flatten the insu« 
lation 44 into a compact and straight-sided layer 
] forced against conductors 4}. The elastomer 
strips 24 and 26 prevent bulging of the wrapped 
insulation 44 and thereby eliminate any voids. 
ince the top and bottom portions of the coil are 
narrow, the compressing wrapping 28 tends to 
l keep the insulation in those portions relatively 
fiat and compact. 
While Fig. 1 shows only a part of the entire 
end turn 4, 6, 0 being compacted, since such 
portion is adjacent the slot portions, this treat- 
20 ment is adequate for many purposes. If desired, 
all of the end turns or any suitable portion there- 
of may be similarly treated. 
The clamped and compacted coil of Figs. 1 and 
2 is subJected to heat treatment to cause the 
25 applied plastic in the insulation 44 fo soften so 
that under the influence of the pressure applied 
by the compressed elastomeric strips 24 and 
it will distribute itself to flll any voids and 
i;regnate the wrapping. If the plastic material 
30 is a heat hardening resin, heat treatment should 
be continued until the resin heat hardens or poly- 
merizes fo a solid state. Thereafter the coil may 
be cooled and the wrapping 28 and strips 24 and 
6 be removed and the bars 20 unclamped. If 
3 a thermoplastic such as asphalt, cellulose acetate 
or ethyl cellulose or the like is employed as the 
plastic binder, the coil after being heated fo a 
temperature sufllcient to allow the thermoplastic 
to flow while conflned in the manner indicated 
,lo in Fig. 1, may be then cooled, and the strips 
and 28 and the bars 2{} removed therefrom. A 
coil with the insulation consolidated uniformly 
not only in the slot portions but at the end turns 
as well results. 
45 The elastornsric strips 2 and 2 eîfectively 
eliminate bowing or bulging of the insulation 
along the fiat sides of the end turns, which bulg- 
ing is paricularly pronounced when only the slot 
portions of the conductors are pressed to shape 
50 and size. For square coils or coils having a rela- 
tively wide top and bottom, as compared to the 
width of the sides, an additional pair of strips of 
elastomer may be required at the top and bottom, 
as illustrated in Fig. 3 of the drawing. As they 
55 are shown, the end turn 6 comprising a plurality 
of conductors 62, each carrying turn insulation 
and the whole wrapped with sheet ground in- 
sulation 6 carrying a suitable plastic binder, 
bave applied thereto the pair of strips 68 and 
60 ] at the sides, and another pair of strips ]2 and 
]4 at the top and bottom thereof. ïhe srips ., 
?, ]2 and ]4 are made from an elastomer. A 
filamentary tape ]6 or the like may be tight]y 
wrapped about the four sers of strips to compress 
5 them, thereby to compact the insulation 64 and 
6. The coil may be heat treated to first soften 
the plastic binder and then to harden it as re- 
quired. 
The strips of elastomer may be varied in size 
70 and shape to accommodate various end tuïn 
ometry. We have employed elastomeric strips, 
such as shown in Figs. 4 to 7 of the drawing, for 
rnany types of coils. As shown in Figs. 4 and 5, a 
straight elastomeric strip ${} has one end 82 cut 
75 off at an angle to enable its use with an end turn 



pitched upward]y from the slot portion, the length 
of the strip may be easfly flexed fo accommodate 
itself ço the lateral conformation of the end turn. 
As shown in Fig. 5, the strip 8{} bas a fiat side 
for facing the side of the c0il and a rounded por- 
tion S6 to be placed in contact vith a conflning 
wrapping materia!. The rounded portion 88 may 
be circular or e]liptica!, or on]y r0ughly rounded. 
We bave secured good results with strips whose 
width is substantial]y the vidth of the coil and 
the cross section being semi-e]liptical with the 
minor axis varying from 3inch fo 1 inch for use 
with coi]s îrom 1 inch fo 3 inches in width. 
In Fig. 6, there is i]]ustrated a second form of 
strip 90 which is employed çvith end turns pitched 
sharp]y ai two points with respect fo the slot 
portion of the coi]. The strip  is provided with 
an angutar face 92 fo abut the slot mold. The 
angutar portion 9g enables the strip  to fit the 
end turn convenient]y without requiring exces- 
sive fitting and c]ipping with clips, such as }, fo 
retain if in place. The strip 0 is rounded in 
the manner indicated for the strips of Figs. 
and 5. 
For cono!idating and compacting the instfla- 
tion of the entire end burn, we have emp]oyed 
pairs of J-shaped strips , as shown in Fig. ï of 
the drawng. OE:he ends  and 8 of the strip 
are both cut at an angle to adapt them fo the 
pitch of the end turn. The -shaped strip 
may be bent fo conform to the various cop_volu- 
tions of the end turn. 
The strips 24, 25, 8,, $, $ may be prepared 
îrom ai.y suitab]e elastomer, the selection 
pendflg upon the solvents and temperatures fo 
which they may be exposed. We bave had good 
success with strips made from neoprene rubber. 
Howeveï, strips ruade Ïrom noEtural rubber or 
butadiene-styrene copolymers or butadiene 
acrytonitri]e copolymers are satisfactory. For 
treme]y high ternperature processes, strips ruade 
from silicone rubbers are excellent. 
in preparing the elastomeric strips, we have 
round if convenient to shape an unvulcanized 
e]astomeï, which is somewhat plastic, such as 
vulcanized neoprene, into long rod-like masses 
of a triangu]ar, rounded or rough semi-circular 
cross-section of a width roughly that of the width 
of the coi], app]y the rod-like masses upon the 
sides of a coil, and wrap if well with tape under 
suitable tension. The tape wrappng wi]l form 
the unvuIcanized elastomeï into a part]y circu]ar 
or a senai-elliptical cross section having form- 
fitting contact with the coil. Upon heat treat- 
ing the coil the elastomer will bë vulcanized. 
When the tape wrapping is removed, the strips of 
vu]canized e]astomer may be removed andwfl] 
be found fo be shaped fo fit near]y perfect]y 
other simi]ar colis. We have successfully used 
this method of forming the elastomeric strips for 
use witi simi]ar coi!s which are made in large 
quantifies. 
The use of wetted cotton tape for the wrapping 
is helpful in some cases, since after the wet cor- 
ton tape is wrapped about the strips by hand 
tension, the drying of the cotton tape causes if 
fo shrink and thus more tension is induced, and 
thereby compressing the elastomer strips even 
more. 
We bave round that end turn insulation con- 
solidated as disclosed herein is markedly im- 
proved over unconso]idated insulation. Thus, in 
a coil insu]ated with mica insulation applied as 
disclosed in a c0pending application Serial No. 
4ï,00, fited October 28, 1948, n0w Patent No. 

2,4ï3,305, and impregnated with the polyester 
resin thereof, the slot consolidated portions had 
a power factor of 4.8% wheñ teSted at 2 kilovolts, 
and the end turn corners consolidated as dis- 
5 closed herein also had a power factor Of 
2 kilovolçs. Ai ].6 M]ovolts, thé power factor of 
tle s]ot poi'tion was 9 % hfle the power factor of 
the end tùrn corner portion was 11.1%. The di- 
e]ectric strengtli 0î the consolidatéd end turn 
10 portion was 67.5 ki]ovolts, While tliat of thé con- 
so]idated slot poï%ion was 69.5 kil0volts. The 
electric strength in particfllar indicates exce]]ëïA 
insulation. 
By the process hërèin, the Size and shape of the 
15 end turn insutation cgh be d6ntrolled within nar- 
row ]imits. In additi0fl, thë end tfii'n inSulation 
can be compacted whei'eby c0r0nà ïithiri the in- 
su]ation is a]most èntirely e]imiflated. In addi- 
tion, the etectrical insulàti0n properties, Suh as 
20 dielectric strength of the end turn ihsu!àtion, is 
raised to a value substantial]y equa] to that of 
the slot cell portion of the insulation. 
The end turns of cofls may bè of a variety 
of shapes other than that shown in the drawing, 
5 thus many coi]s have very simple t-bends while 
others have extreme]y comp]ex structures. This 
invention applies not only fo coils having more 
than one slot portion but applies to coils having 
a sing]e slot portion. 
0 While coils consolidated as shown and de- 
scribed herein are particu]arly suitable for gen- 
erator and motor applications, coils for electro- 
magnetic applications generally, such as are used 
without iron cotes, may be prepared similarly. 
3 in some cases the entire coil may e shaped 
by the use of elastomeric strips on both thé slot 
section and the end furns. Coils so prepaïed 
will be as satisfactory in dielectric properties 
as those in which the slot section is molded 
40 a press. The slot sections may be sanded or 
milled fo smoothen them, if necessar, after 
molding so as fo fit into the slots of the magnetic 
cotes. 
If is intended that ail marrer contained in the 
above description and in the accompanying 
45 
drawing shaH be deemed fo be illustrative añd 
not limiting. 
We c]akn as out invention: 
1. In the process of consolidating and sizing a 
50 high voltage, fiat-sided coil having a relative!y 
Straight slot portion and an end turn to both of 
whi.ch is app]ied insu]ation comprising sheet wrap- 
ping and a plastic binder and impregnant, the 
steps comprising placing the slot portion in a con- 
55 flning mold for compacting the sheet wrapping 
and plastic fo provide a s!ot portion of predeter- 
mined size and shape, p]acing pairs of rounded 
elastomeric strips along the fiat sides of the eud 
tUrns, the strips being substantially as widc 
60 the fiat portions, the strips abutting the ends 
of the mold and extending for a substantial 
distance therefrom, pressing the elastomeric 
strips against the fiat sides fo compact the end 
turn sheet wrapping and plastic, heating the coi! 
65 while so conflned and pressed fo cause the ap- 
plied plastic fo soften and distribute itself in 
the sheet wrapping and fo eliminate voids, the 
mold and elastomeric strips compressing the 
sheet wrapping fo size and shape, hardening 
70 the applied plastic fo retain the sheet wrapping 
in compacted and pressed form, thereafter re- 
moving the coil from the mold and removing 
the elastomeric Strips. 
2. In the process Of consolidating and sizing 
75 a high voltage, flat-sided coil having a relàtively 
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straight slot portion and an end turn fo both 
of which is applied insulation comprising sheet 
wrapping and a plastic binder and impregnant, 
the steps comprising placing the slot portion in 
a confining mold for compacting the sheet 
wrapping and plastic to provide a slot portion 
oî predetermined size and shape, placing pairs 
oî rounded elastomeric strips along the fiat sides 
of the end tm'ns, the strips being substantially 
as wide as the fiat portions, the strips abutting 
the ends of the mold and extending for a sub- 
stantial distance therefrom tightly wrapping 
filamentary matmial about the elastomeric strips 
and end turns fo compress the elastomeric strips 
against the fiat sides to compact the end tutu 
sheet wrapping and plastic, heating the coil 
while so confined and pressed to cause the ap- 
plied plastic fo soften and distribute itself in the 
sheet wrapping and to eliminate voids, the mold 
and elastomeric strips compressing the sheet 
wrapping fo size and shape, hardening the ap- 
plied plastic fo retain the sheet wrapping in 
compacted and pressed form, thereafter removing 
the coil from the mold and removing the elas- 
tomeric strips. 
3. In the process of consolidating and sizing 
a high voltage, flat-sided coil having a relatively 
straight slot portion and a looped end turn to 
both of which is applied sheet wrapping insula- 
tion and a plastic binder and impregnant, the 
steps comprising placing the slot portion in a 
conflming mold for compacting the sheet wrap- 
ping and plastic to provide a slot portion of pre- 
determined size and shape, placing pairs of 
rounded U-shaped elastomeric strips along the 
fiat sides of the end turns, the strips abuttin 
the ends of the mold and extending over the 
entire loop of the end turn, pressing the elas- 
tomeric strips against the fiat sides to compact 
the end turn sheet wrapping and plastic, heat- 
ing the coil while so confined and pressed to 
cause the applied plastic to soften and distribute 
itselî in the sheet wrapping and to eliminate 
voids, the mold and elastomeric strips compres- 
sing the sheet wrapping to size and shape, hard- 
ening the applied plastic to retain the sheet 
wrapping in compacted and pressed form, there- 
after removing the coil from the mold and re- 
moving the elastomeric strips. 
4. In the process of consolidating and sizing 
a high voltage, flat-sided coil having a relatively 
straight solt portion and an end turn to both 
of which is applied sheet wrapping insu!ation and 
a heat hardening resin binder and impregnant, 
the steps comprising placing the slot portion in 
a conflning mold for compacting the sheet 
wïapping and resin to provide a slot portion of 
predetermined size and shape, placing pairs of 
rounded elastomeric strips along the fiat sides 
of the end turns, the strips being substantially 
as wide as the fiat portions, the strips abutting 
the ends of the mold and extending for a sub- 
stantial distance therefrom, pressing the elas- 
tomeric strips against the fiat sides to compact 
the end turn sheet wrapping and resin, heat- 
ing the coil while so confmed and pressed to 
cause initially the applied resin to soften and 
distribute itself in the sheet wrapping and to 
eliminate voids, the mold and elastomeric strips 
compressing the sheet wrapping to size and 
shape, continued application of heating causing 
heat hardening the applied resin to retain the 
sheet wrapping in compacted and pressed form, 
hereafter removing the coil from the mold and 
removing the elastomeric strips. 
5. In the process of preparing a coil having 
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end .turns with fiat sides consolidated fo desired 
size, the end turns carrying insulation compris- 
ing tape wrapping and a plastic applied thereto, 
the steps comprising applying a pair of rounded 
 strips of elastomeï of a width substantially the 
width of the fiat coil side» to the fiat sides of the 
end turns, pressing the applied strips of elas- 
tomer tightly against two fiat sides so that the 
end turn insulation is compacted and the elas- 
10 tomer is compressed, heating the compressed 
assembly to a temperature to cause the plastic 
fo soften and distribute itself and flll any voids 
in the tape wrapping under .the action of the 
compressed strips of elastomer, hardening the 
15 applied plastic while so conflned, terminating, 
a.pplying pressing, and removing the strips from 
he end turns when the plastic is suflîciently 
hardened. 
6. In the process of preparing a coil with con- 
20 solidated flat-sided end turns of predetermined 
siz and shape, the end turn insulation compris- 
ing a tape wrapping and a heat hardening res- 
inous binder applied thereto, the resinous binder 
first softening and then polymerizing fo a solid 
25 aF-on heat tr.atment, the seps comprising apply- 
ing a pair of rounded strips of elastomer fo the 
fiat sides of the end turns, the strips being sub- 
stantialiy as wide as the fiat sides, applying a 
tight wrapping about the strips of elastomer to 
30 compress them agoEinst the coil sides, heating the 
assemb!y first to .cause the resinous binder to 
soften it whereby .he compressed elastomer strips 
compact the tap wrapping and distribute the 
binder f.herein to fill any voids and consolidate 
35 the insulation, continuing the heating to poly- 
uel'ize the resinous .binder to a solid state so that 
the insulation will retain its shape on removal of 
the strips, and thereaÏter unwrapping the strips 
and removing them. 
40 7. In the process of preparing a coil with con- 
solidated fiat-sided end turns of predetermined 
size and shape, the end turn insulation compris- 
ing a tape wrapping and a heat hardenin res- 
inous binder açplied thereto, the resinous binder 
45 fiïst softening and then polymerizing to a solid 
upon heat treatment, the steps comprising apply- 
in a pair of -shaped rounded strips of elas- 
tomer to the fiat sides of the end turns, the strips 
.eing substantially as wide as the fiat sides and 
50 coextensive with the end turn, applying a tight 
wrapping about the strips of elastomer to com- 
press them against the coil sides, heating the 
assembly fn-st to cause the resinous binder to 
soften it whereby the compressed elastomer strips 
55 compact the tape wrapping and distribute the 
binder therein to fill any voids and consolidate 
the ins'ùation, continuing the heating to poly- 
merize the resinous binder to a solid state so 
that the insulation will retain its shape on 
60 moval of the strips, and thereafter unwrapping 
th strips and removing them. 
8. In the process of preparing a coil with con- 
solidated flat-sided end turns and slot portions 
of predetermined size and shape, the coil insu- 
65 !ation comprising a tape wrapping and a heat 
hardenin resinous binder applied thereto, the 
resinous bindr first softening and then polymer- 
izing to a solid upon heat treatment, the steps 
comprisin applyin a pair of rounded strips of 
0 elastomer to the fiat sides of the end ,turns and 
slot portions, the strips being substantially as 
wide as the fiat sides, applying a tight wrap- 
pin about the strips of elastomer ,to compress 
them against the cofl sides, heating the assembly 
75 flrst to cause the resinous binder to soften it 
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whereby the cornpressed elastomer strips ,com- 
pact »the tape wrapping and distribute the binder 
theïein to flll any voids and consolidate the 
insulation, .continuing the heating to polymerize 
the resinous :binder tò a solid state so that the 
insulation will retain s shpe on removal of the 
strips, and thereafter unwrapping the stps and 
removing them. 
9. In the process of consolidating and com- 
pacting the applied insulation on a coil having 
fiat sides, the insulation comprising a sheet wrap- 
ping and a plastic ïoindeï soïtening wh,en hea.ted, 
the teps .comprising applying to a fiat side a 
strip of ,plastic unvulcanized elastomer that ,can 
be vulcanized by heat treatment, wrapping the 
strip with a tape under sufficien.t tension to ïorm 
the plastic strips into a shape with a .cross sec- 

10 
tion having a fiat side against the coil, the fiat 
side ,being as wide ss the side of the .coil, and a 
ro.unded side in contact with ,the tap.oe, heat- 
treating the coil and wrapped elastoïer to v.ul- 
5 canize the elastomeï and to consolidate the .cofl 
insulation as a result of the soïtening of the 
plastic oinder during ,the heat treatment. 
JOHN C. BOTTS. 
HAIOLD loE. PHILOFSK¥. 
]o 
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